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1
METHOD AND DEVICE FOR PRODUCING
SLEEVE-LIKE LABELS

CROSS REFERENCE TO RELATED
APPLICATIONS

The present application is a US National Stage of Interna-
tional Application No. PCT/EP2010/067092, tiled Nov. 9,
2010, designating the United States, and claiming priority to
Italian Patent Application No. VR2009A000193, filed Nov.
18, 2009.

1. Technical Field

The present invention relates to a method for producing
sleeve-like labels and a device for their production.

2. Background Art

Typically, sleeve-like or “shrink sleeve™ labels are made of
polymeric material such as polyethylene terephthalate (PET),
polyvinylchloride (PVC), polypropylene (PP), polystyrene
(PS), or other materials which are adapted to be heat-shrunk.

By the term sleeve-like or “shrink sleeve” labels, what is
meant here is tubular labels made of plastic film which are
designed to be fitted over a respective container to be labelled
and subsequently heated, so that the labels shrink onto the
outer surface of the container and assume the shape of the
outer surface of the container itself.

Sleeve-like labels are usually obtained from a film of heat-
shrink plastic material which is unrolled from a reel in order
to be fed, by means of the use of a movement device, to a
transfer drum.

A cutting device then cuts the plastic film transversely to
the direction of advancement, so as to obtain portions of
plastic film which have a length that is preset as a function of
the dimensions of the container to be labelled.

By means of the transfer drum, the portions of film are
transferred to a carousel which is provided with a plurality of
spindles, suitably arranged on the periphery of the carousel
itself, and shaped so as to receive portions of plastic film from
the transfer drum in order to obtain respective tubular sleeves.

In more detail, each spindle comprises an outer cylindrical
wall which has a determined diameter that is substantially
equal to the preset diameter of the label being made, and upon
which each portion of plastic film is wound so that a first
longitudinal edge of the portion of plastic film is partially
overlapping the opposite edge of such portion in an overlap
region, so as to form the tubular sleeve.

At the overlap region, the join is normally executed by
using suitable sealing techniques so as to obtain a sleeve-like
label.

Advantageously, each spindle can be provided with sealing
means which are arranged in order to make the portion of
plastic film adhere to and wind around the cylindrical wall.

For the purposes of example, such sealing means can be
constituted by a plurality of holes, formed on the cylindrical
wall, through which air is aspirated from outside towards the
inside of the spindle.

Each spindle can be, moreover, provided with means for
expelling the air, which are designed to favour the detachment
of the sleeve-like label from such spindle, so as to radially
expand the sleeve once the joining operations have been con-
cluded.

Each spindle is generally associated with a support, typi-
cally aload plate, which is adapted to receive a container to be
labelled, which rests upon such load plate.

Specifically, the sleeve-like label can be placed on the
container to be labelled by means of a relative axial move-
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ment of the label and the container along the longitudinal axis
of the container, so that the sleeve-like label is fitted over the
container.

This operation can be implemented by keeping, for
example, the label still and moving the container or, more
commonly, by keeping the container still and pushing the
sleeve-like label from above or from below in order to bring it
to fit around the container.

The container and the “shrink sleeve” label associated with
it are then brought to a heating station where the label is
subjected to a heat treatment that is such as to cause its
shrinkage owing to a thermal effect and, therefore, the close
adhesion to the lateral surface of the respective container.

A drawback of the sleeve-like labels used nowadays con-
sists in the fact that the connecting portion or seal between the
overlapping edges of the label wound around the spindle is
normally executed in an intermediate position with respect to
the overlap region.

In particular, owing to the tolerances which result from the
operations for cutting the portions of film from the supply reel
and for transferring these portions first to the transfer drum
and then to the forming spindle, it has been observed that the
sealing portion executed by the sealing means is sometimes
positioned at the edges of the overlap region and, in any case,
always in a different position.

In addition to a certain number of discards owing to a
non-optimal sealing, this determines a number of defects in
the finished product.

One of the most common defects is constituted by the
creation of a free flap, which is formed between the connect-
ing line or portion and the free edge of the label which faces
outwards, and which, during the subsequent heat-shrinking
step, not being fixed to the remaining part of the sleeve-like
label, will not adhere closely to the container on which it is
fitted, with evident problems from an aesthetic viewpoint.

In particular, in some conditions, the free flap of plastic
material substantially assumes the shape of atab which can be
easily caught during the subsequent steps of moving the
sleeve-like label from the spindle to the container to be
labelled.

Moreover, the free flap of plastic material, as a result of the
heat-shrinking process to which the label fitted over the con-
tainer is subjected in order to favour the adhesion of the label
to the lateral surface of such container, forms a ridge which
projects transversally with respect to the lateral surface of the
container and, in general, such a ridge has an outer edge that
is curled and/or hardened by the heat-shrinking process.

The presence of the ridge enormously compromises the
aesthetic appearance of the packaging thus obtained.

Moreover, the ridge can also be caught and/or pulled in
order to interfere with and/or damage the label thus leading to
a decrease in the quality of the packaging and its enjoyment
by a hypothetical user.

Such drawback is particularly accentuated for some heat-
shrinkable materials, for which the formation of the ridges
during the heat-shrinking process is more evident.

In other cases it has been observed that, in order to obtain
an optimal heat-shrinking, it is actually necessary to execute
the connecting portion at a certain distance from the free
edge.

DISCLOSURE OF THE INVENTION

The aim of the present invention is to eliminate, or at least
to drastically reduce, the above mentioned drawbacks in
known sleeve-like labels.
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Within this aim, an object of the invention is to obtain
sleeve-like labels which adhere in a homogeneous and long-
lasting manner to the container with which they are associ-
ated.

Another object of the invention is to provide sleeve-like
labels which are free from areas which protrude with respect
to a lateral surface of the container.

Another object of the invention is to provide sleeve-like
labels that are free from tabs which can be easily grasped or
caught, thus damaging the labels.

This aim, as well as these and other objects which will
become better evident hereinafter, are achieved by a device
for producing a sleeve-like label comprising at least one
feeder, designed to feed to at least one forming spindle a
portion of heat-shrink film, and means for wrapping said
portion of heat-shrink film around the lateral surface of said
forming spindle, said wrapping means being designed to
provide a region of overlap between a first longitudinal end of
said portion of heat-shrink film in contact with said forming
spindle and the second longitudinal end of said portion of
heat-shrink film, characterized in that it comprises means for
detecting the angular position of the free edge of the second
longitudinal end of said portion of film wrapped around said
forming spindle with respect to an absolute reference system
that is jointly connected to the forming spindle, means being
provided for the relative movement of said overlap region
with respect to a region affected by the action of sealing
means which are adapted to form a connecting portion at said
overlap region, said relative movement means being adapted
to move said free edge detected by said detection means to a
preset position in order to provide said connecting portion at
a preset distance with respect to said free edge, means being
further provided for transferring said sleeve-like label from
said forming spindle to a container to be labeled.

According to another aspect, the present invention pro-
vides a method for producing sleeve-like labels, comprising:

a step of feeding at least one portion of heat-shrink film to
a forming spindle;

a step of wrapping said portion of heat-shrink film around
said forming spindle, a region of overlap being provided
between a first longitudinal end of said portion of heat-
shrink film in contact with said forming spindle and the
second longitudinal end of said portion of heat-shrink
film;

a step of detecting the angular position of the free edge of
said second longitudinal end of said portion of heat-
shrink film wrapped around said forming spindle with
respect to an absolute reference system that is jointly
connected to the forming spindle;

a step of relative movement of said overlap region with
respect to the region of action of sealing means, which
are adapted to provide a connecting portion at said over-
lap region, in order to move said free edge detected by
said detection means into a preset position in order to
provide said connecting portion at a preset distance with
respect to said free edge;

a step of sealing said first longitudinal end to said second
longitudinal end in order to provide said connecting
portion at said preset position with respect to said
detected free edge;

a step of transferring said sleeve-like label from said form-
ing spindle toward a respective container to be labeled.

BRIEF DESCRIPTION OF THE DRAWINGS

Further characteristics and advantages of the invention will
become better apparent from the following detailed descrip-
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tion of some preferred, but not exclusive, embodiments of a
device for producing sleeve-like labels, and of the associated
production method, according to the invention, illustrated by
way of non-limiting example in the accompanying drawings,
wherein:

FIG. 1 is a schematic view of a device for producing a
sleeve-like label which can be associated with a carousel-type
device for feeding containers to be labelled;

FIG. 2 is an enlarged scale schematic view of the means of
wrapping the band of heat-shrink film around the lateral sur-
face of the forming spindles;

FIG. 3 is an enlarged scale top view of a band of film
wrapped around the lateral surface of a respective forming
spindle;

FIG. 4 is a side view showing the step of wrapping a band
of heat-shrink film around a respective forming spindle;

FIGS. 5 and 6 show, again in a side view, the step of sealing
the first longitudinal end to the second longitudinal end;

FIG. 7 shows, in a side view, the step of transferring the
sleeve-like label from the forming spindle to the container to
be labelled.

WAYS OF CARRYING OUT THE INVENTION

With reference to the figures, a device, indicated generally
with the reference numeral 1, for producing a sleeve-like label
2 comprises at least one supply feeder which is designed to
feed at least one forming spindle 4 with at least one portion of
heat-shrink film 5.

For the purposes of example, the supply feeder can be
constituted by at least one supply reel 3 which is of a known
type and which is designed to feed to at least one forming
spindle 4 a portion of heat-shrink film 5.

The device 1 has, furthermore, means 7 for wrapping the or
each portion of heat-shrink film 5 around the lateral surface
4a of a respective forming spindle 4.

In particular, the wrapping means 7 are designed to provide
aregion of overlap 8 between a first longitudinal end 5a of the
band of heat-shrink film 5, which is designed to be brought
into contact with the lateral surface 4a of the forming spindle
4, and the second longitudinal end 55 of the band of heat-
shrink film 5.

According to a distinctive characteristic of the present
invention, the device 1 has means 30 of detecting the angular
position of the free edge 5¢ of the second longitudinal end 554
of'the portion of heat-shrink film 5 wrapped around the cylin-
drical surface 4a of the forming spindle 4 with respect to an
absolute reference system that is jointly connected to the
forming spindle 4.

For the purposes of example, such absolute reference sys-
tem can be a Cartesian reference which is centred on the axis
of rotation 102 of the forming spindle 4 and jointly connected
for rotation with a carousel 20.

In more specific detail, means 31 are provided for the
relative movement of the overlap region 8 with respect to a
region which is affected by the action of sealing means 11
which are adapted to execute a connecting portion 13 at the
overlap region 8 so as to form a sleeve-like label 2.

In particular, the relative movement means 31 are adapted
to bring the free edge 5¢ detected by the detection means 30
to a preset position in order to execute the connecting portion
13 at a preset distance from the free edge 5c.

Advantageously, it is possible, in the step of setting up the
labelling machine, to set such preset distance as a function of
parameters such as, for example, the type of plastic material
used to make the label or the type of heat-shrinking to be
executed.
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In some cases this preset distance can be proximate to zero,
s0 as to execute the sealing portion substantially at the free
edge 5¢, while in other cases, the connecting portion 13 can be
executed in an intermediate position along the extension of
the overlap region 8 or, again, it can be proximate to the first
longitudinal end 5a.

The detection means 30 can, for example, be constituted by
avideo camera associated with means 30qa for processing the
data acquired by the video camera.

In particular, the processing means 30a are adapted to
automatically acquire the angular position, with respect to the
absolute reference system that is jointly connected with the
forming spindle 4, of the free edge 5¢ of the second end 54.

Alternatively, the detection means 30 can be constituted by
a mechanical probe which is arranged tangentially to the
lateral surface 4a of the forming spindle 4 or, again, by a
device for detecting the thickness of the portion of heat-shrink
film 5 wrapped around the forming spindle 4.

Such thickness detection device has, according to a pos-
sible embodiment, a device that emits a laser beam whose
wavelength depends on the refractive index and/or on the
thickness of the heat-shrink film 5 and a device for receiving
the reflected beam which is adapted to detect, based on the
thickness of a single layer of film 5, the free edge 5c¢.

The device 1 has, as mentioned, means 11 for sealing the
first longitudinal end 5a to the second longitudinal end 56 of
the band of heat-shrink film 5 which is wrapped around the
respective forming spindle 4 in order to provide the connect-
ing portion 13 that, advantageously, lies transversely with
respect to the direction of longitudinal extension 100 of the
band of heat-shrink film 5.

Advisably, such connecting portion can be executed in a
position that is proximate to, or at, the free edge Sc of the
second longitudinal end 54.

The connecting portion 13 is, in any case, executed at the
overlap region 8 and at a distance which is preset and
extremely repeatable from the free edge 5¢ thanks to the
combined action of the detection means 30 and of the relative
movement means 31.

Advisably, means 9 are further provided for transferring
the sleeve-like label 2 formed around the forming spindle 4
from the forming spindle 4 to a container 10 to be labelled.

According to a first embodiment, the relative movement
means 31 comprise a device for the angular movement of the
forming spindle 4 with respect to the respective axis of rota-
tion 102. In this regard, the relative movement means 31 can
be constituted by means for actuation in rotation of the, or of
each, forming spindle 4 around the respective axis of rotation
102.

Alternatively, it is possible for the movement means 31 to
be constituted by a movement apparatus which acts on the
sealing means 11 and is adapted to direct the region of action
of the sealing means 11 (and consequently the connecting
portion 13) at a region which is positioned at a preset distance
from the free edge 5¢ which is detected by the detection
means 30.

The sealing device 11 can be implemented in various ways.
Purely for the purposes of example, the sealing device 11 can
be constituted by sealing means chosen from the group that
comprises:

a laser sealing device 11a;

an infrared sealing device;

a sealing bar-type sealing device 115;

an ultrasonic sealing device.

Advantageously, the device 1 has, between the supply reel
3 and the wrapping means 7, cutting means 14, which are
designed to slice a continuous film 15 of polymeric heat-
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shrink material which is unwound from the supply reel 3 in
order to make the portions of film 5.

In more specific detail, the device 1 is provided with means
16 for feeding the portions of film 5 to the wrapping means 7
and, consequently, to the forming spindles 4.

According to a preferred embodiment, the feeder means 16
can be implemented by means of an element for unwinding
that is constituted, for example, by a transfer drum 18 from
which the supply reel 3 of the continuous film 15 is unwound.

Advisably, the feeder means 16 also comprise the cutting
means 14, which, as previously explained, are designed to
slice the continuous film 15 unwound from the supply reel 3
in order to make the portions of heat-shrink film 5 that are
subsequently used to form the sleeve-like labels 2.

As shownin FIGS. 1 and 2, the transfer drum 18 is rotatable
about a respective axis of movement 101 according to a
direction of rotation which is indicated with the letter A.

According to a practical embodiment, the transfer drum 18
has, in a per se known manner, a lateral wall on which a
plurality of holes are formed that are connected to a pneu-
matic device that is adapted to aspire air into the transfer drum
18 or to expel air from the transfer drum 18, through such
holes, as a function of the angular position assumed by such
holes, during the rotation of the transfer drum 18, with respect
to the axis of movement 101.

In practice, by means of the aspiration of air through the
holes it is possible to keep the portions of heat-shrink film 5,
obtained one at a time by virtue of the cutting means 14, in
adherence to the lateral wall of the transfer drum 18 and, by
means of the expulsion of air from the transfer drum 18, it is
possible to detach the portions of heat-shrink film 5 from the
lateral wall of the transfer drum 18 in order to allow them to
be brought to respective wrapping means 7 (which are typi-
cally constituted by the forming spindles 4) which are located
downstream of the transfer drum 18 and which are arranged,
in the embodiment shown, along the peripheral region of the
carousel 20, above the containers to be labelled 10.

The forming spindle or spindles 4 that constitute the wrap-
ping means 7 are oriented, with the respective axes 102,
substantially parallel to the axis of movement 101 of the
transfer drum 18 and are engageable, on their lateral surface
4a, by the portion of heat-shrink film 5 which is made avail-
able one at a time by the transfer drum 18 when, by rotating
around the carousel 20, they are brought into a position facing
the transfer drum 18.

Moreover, the forming spindles 4 are actuated so as to
rotate about their corresponding axis 102, in order to wrap,
around their lateral surface 4a, the portions of heat-shrink
film 5 taken from the transfer drum 18.

Once the winding of the portion of heat-shrink film 5
around the lateral surface 4a of the forming spindle 4 has been
completed, the forming spindles 4, by rotating along the
carousel 20, are brought to the detection means 30 which are
arranged so as to be able to detect the angular position of the
free edge 5¢ and, therefore, consequently, of the overlap
region 8.

Once the angular position has been detected, such infor-
mation is used to command the relative movement means 31
s0 as to move the forming spindle 4 around its axis of rotation
102 (or move the sealing means 11) in order to ensure that the
connecting portion 13 which, downstream, must be executed
by the sealing means 11, is positioned exactly at a preset
distance from the free edge 5¢ which was detected by the
detection means 30.

In order to ensure an optimal adherence of the portions of
heat-shrink film 5 on the lateral surface 4a of the forming
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spindles 4, there are means of aspiration of air through a
plurality of openings formed on the lateral surface 4a of the
forming spindles 4.

The means 9 for transferring the sleeve-like label 2 formed
by the forming spindle 4 to a container to be labelled 10 can
be, for example, constituted by a thrust ring 9¢ which is
moved coaxially towards the respective forming spindle 4 in
order to push the sleeve-like label 2 which is wrapped around
it towards the container to be labelled 10 which is positioned,
in the embodiment shown, below the forming spindle 4.

To facilitate this operation, it may be advisable to interrupt
the action of the aspiration means acting on the forming
spindle 4 and to activate means of expulsion of air from its
openings located on its lateral surface 44, so as to obtain a
detachment of the sleeve-like label 2 from the lateral surface
4a of the forming spindle 4 over which it is fitted.

Obviously, there is no reason why the forming spindle 4, or
possibly other types of wrapping means which perform the
same function, cannot be arranged below the container to be
labelled 10.

According to another aspect, the present invention relates
to a method for producing sleeve-like labels 2, comprising:

a step of unwinding, from a supply feeder, at least one
portion of heat-shrink film 5;

a step of feeding the portion of heat-shrink film 5 to a
forming spindle 4;

a step of wrapping the portion of heat-shrink film 5 around
the forming spindle 4, a region of overlap 8 being pro-
vided between a first longitudinal end 5a of the portion
of'heat-shrink film 5 in contact with the forming spindle
4 and the second longitudinal end 556 of the portion of
heat-shrink film 5;

a step of detecting the angular position of the free edge 5¢
of'the second longitudinal end 55 of the portion of heat-
shrink film 5 wrapped around the forming spindle 4 with
respect to an absolute reference system that is jointly
connected to the forming spindle 4;

a step of relative movement of the overlap region 8 with
respect to the region of action of sealing means 9, which
are adapted to provide a connecting portion 13 at the
overlap region 8, in order to move the free edge 5e
detected by the detection means 30 into a preset position
in order to provide the connecting portion 13 at a preset
distance with respect to the free edge 5¢;

a step of sealing the first longitudinal end 54 to the second
longitudinal end 56 in order to provide a connecting
portion 13 at a preset position with respect to the
detected free edge 5¢;

a step of transferring the sleeve-like label 2 from the form-
ing spindle 4 towards a respective container to be labeled
10.

A distinctive characteristic of the present method consists
in providing a step of sealing the first longitudinal end 5a to
the second longitudinal end 55 of the band of heat-shrink film
5 which is wrapped around the forming spindle 4 in order to
provide a connecting portion 13 that lies transversely with
respect to the direction of longitudinal extension 100 of the
portion of heat-shrink film 5 and at the free edge 5¢, or,
according to the characteristics of the sleeve-like label or of
the type of heat-shrinking to be performed, at a preset dis-
tance from the aforementioned free edge Sc.

For the purposes of example, the step of sealing comprises
laser sealing, infrared sealing, sealing bar-type sealing or an
ultrasonic sealing device.

According to a first embodiment, the step of separating the
band of heat-shrink film 5 from the supply reel 3 comprises a
step of cutting a continuous film 15 unwound from the supply
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reel 3 and the subsequent step of transferring the bands of
heat-shrink film 5 thus obtained to the wrapping means 7.

In particular, the cutting step is carried out at cutting
regions which are formed on the continuous film 15 which is
unwound from the supply reel 3.

Inpractice ithas been found that in all the embodiments the
invention is capable of fully achieving the set aim and objects.

Indeed, since the sealing is always executed at the same
distance from the free edge 5S¢, the labels thus obtained have
an aesthetic appearance which is considerably improved over
that of known labels.

According to the type of heat-shrink film used and/or the
type of heat-shrinking to be executed it is possible, once the
optimal distance of the connecting portion 13 from the free
edge 5chas been identified, to program the relative movement
means 31 in order to render this distance constant and repeat-
able once the angular position of the free edge 5c¢ had been
acquired thanks to the aid of the detection means 30.

All the characteristics of the invention, indicated above as
advantageous, advisable or similar, may also be missing or be
substituted by equivalent characteristics.

The individual characteristics set out in reference to gen-
eral teachings or to specific embodiments may all be present
in other embodiments or may substitute characteristics in
such embodiments.

The invention thus conceived is susceptible of numerous
modifications and variations, all of which are within the scope
of'the appended claims.

In practice the materials used, provided they are compat-
ible with the specific use, as well as the dimensions and the
shapes may be any, according to the requirements.

Moreover, all the details may be substituted by other, tech-
nically equivalent elements.

The disclosures in Italian Patent Application No.
VR2009A000193 from which this application claims priority
are incorporated herein by reference.

Where technical features mentioned in any claim are fol-
lowed by reference signs, those reference signs have been
included for the sole purpose of increasing the intelligibility
of the claims and accordingly, such reference signs do not
have any limiting effect on the interpretation of each element
identified by way of example by such reference signs.

The invention claimed is:

1. A method for producing sleeve-like labels, comprising:

a step of feeding a portion of heat-shrink film to a forming
spindle;

a step of wrapping said portion of heat-shrink film around
said forming spindle, a region of overlap being provided
between a first longitudinal end of said portion of heat-
shrink film in contact with said forming spindle and the
second longitudinal end of said portion of heat-shrink
film;

a step of detecting the angular position of the free edge of
said second longitudinal end of said portion of heat-
shrink film wrapped around said forming spindle with
respect to an absolute reference system that is jointly
connected to said forming spindle;

a step of relative movement of said overlap region with
respect to the region of action of sealing means, which
are adapted to provide a connecting portion at said over-
lap region, in order to move said free edge detected by
said detection means into a preset position in order to
provide said connecting portion at a preset distance with
respect to said free edge;
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a step of sealing said first longitudinal end to said second
longitudinal end in order to provide said connecting
portion at said preset position with respect to said
detected free edge;

a step of transferring said sleeve-like label from said form-
ing spindle toward a respective container to be labeled,

wherein said step of relative movement of said overlap
region is carried out by angularly moving said forming
spindle with respect to said absolute reference system
jointly connected to said forming spindle.

2. A device for producing a sleeve-like label, comprising a
feeder, designed to feed to at least one forming spindle a
portion of heat-shrink film, and means for wrapping said
portion of heat-shrink film around the lateral surface of said
forming spindle, said wrapping means being designed to
provide a region of overlap between a first longitudinal end of
said portion of heat-shrink film in contact with said forming
spindle and the second longitudinal end of said portion of
heat-shrink film, further comprising means for detecting the
angular position of a free edge of said second longitudinal end
of said portion of film wrapped around said forming spindle
with respect to an absolute reference system that is jointly
connected to said forming spindle, means being provided for
the relative movement of said overlap region with respect to a
region affected by the action of sealing means which are
adapted to form a connecting portion at said overlap region,
said relative movement means being adapted to move said
free edge detected by said detection means to a preset position
in order to provide said connecting portion at a preset distance
with respect to said free edge, means being further provided
for transferring said sleeve-like label from said forming
spindle to a container to be labeled, wherein said relative
movement means comprise a device for the angular move-
ment of said forming spindle with respect to said absolute
reference system jointly connected to said forming spindle.

3. The device according to claim 2, wherein said relative
movement means comprise an apparatus for moving said
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sealing means in order to move said region affected by the
action of said sealing means with respect to said overlap
region.

4. The device according to claim 2, wherein said detection
means comprise a video camera which is associated with
means for processing data acquired by said video camera,
said processing means being adapted to acquire automatically
the angular position, with respect to said absolute reference
system jointly connected to said forming spindle, of said free
edge of said second end.

5. The device according to claim 2, wherein said detection
means comprise a mechanical probe arranged tangentially to
the lateral surface of said forming spindle.

6. The device according to claim 2, wherein said detection
means comprise a device for detecting the thickness of said
portion of heat-shrink film wrapped around said forming
spindle, said thickness detection device comprising a device
that emits a laser beam whose wavelength depends on the
refractive index and/or on the thickness of said heat-shrink
film and a device for receiving the reflected beam.

7. The device according to claim 2, wherein said connect-
ing portion runs from said free edge toward said overlap
region.

8. The device according to claim 2, wherein said sealing
means comprises sealing means chosen in the group that
comprises:

a laser sealing device;

an infrared sealing device;

a sealing bar-type sealing device;

an ultrasonic sealing device.

9. The device according to claim 2, further comprising a
supporting frame for a carousel designed to support said
containers to be labelled, a plurality of forming spindles being
provided peripherally to said carousel and being adapted to
transfer a respective sleeve-like label onto the outer surface of
a container to be labelled, said detection means being sup-
ported by said supporting frame.
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